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BASIC -ABSTRACT: 


NOVELTY - The trim panel manufacturing method involves forming a primary casting (14) 
by injecting transparent resin on the surface (12a) of a skin material (12). A rigid 
resin is solidified to the back side (12b) of the skin material in the primary casting 
by injection molding . 

DETAILED DESCRIPTION - The skin material is a cellulose fibre or a cloth . The rigid 
resin is a synthetic resin which is mixed with glass fibre, etc. An INDEPENDENT CLAIM 
is also included for trim panel (11) which has a skin material with clear layer (13) 
and the support layer (5) , 

USE - For decorative wall laminated sheet, the switch panel of a motor vehicle, a 
furniture and a building or stationery. 

ADVANTAGE - Avoids generation of unevenness or distortion is a clear layer and reduces 
number of processes to level the clear layer and cost is reduced, as the injection 
molding of transparent resin is carried out on the surface of the skin material . 
Enables manufacturing trim panel with the high-class feeling of a moire type with few 
number of processes. Enables reinforcing the strength of the trim panel and 
intimateness with soft for a cloth tone, 

DESCRIPTION OF DRAWING (S) - The figure shows the perspective view of the trim panel 
manufacturing process. 
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* NOTICES* 

Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

1 . This document has been translated by computer. So the translation may not reflect the original precisely. 

2. **** shows the word which can not be translated 
3 .In the drawings, any words are not translated. 


DETAILED DESCRIPTION 


[Detailed Description of the Invention] 
[0001] 

[The technical field to which invention belongs] this invention relates to the trim panel which can be used for various uses, such 
as a wall of the panel prepared in the interior-of-a-room side of the switch panel of an automobile, furniture, and a house, or 
stationery. 
[0002] 

[Description of the Prior Art] hi the trim panel used for various kinds of members mentioned above, giving a high-class feeling is 
made by considering as a glossy grain tone. Manufacture of such a trim panel is conventionally performed by the method shown 
by drawings and drawing4 . 

[0003] First, after carrying out slice processing of the bolt and obtaining woody epidermis with a thickness of 0.2-0.3mm, it 
considers as the epidermis material 1 with the predetermined appearance by piercing woody epidermis ( drawing 3 (a) and 
drawing 4 (a)). Next, primaiy fabrication which carries out the laminating of the supporters 2 to the rear face of the epidermis 
material 1 is performed in the state of tins insertion by canying out injection molding of rigid resin, for example, the ABS plastics 
in which the glass fiber was mixed, and hardening these ABS plastics within a mold by inserting to the type for injection molding 
of the common knowledge which does not illustrate the display material 1 ( drawing 3 (b) and drawing 4 (b)). 
[0004] And by inserting to another injection-molding type of common knowledge of the primary Plastic solid which consists of 
these epidermis material 1 and supporters 2, and carrying out injection molding of the transparent synthetic resin to the 
aforementioned epidermis material 1 side into a mold, secondaty forming which carries out the laminating of the clear layer 3 to 
the front face of the epidermis material 1 is performed, and it considers as a trim panel 4 ( drawing 3 (c) and drawing 4 (c)). 
[0005] 

[Problem(s) to be Solved by the Invention] By the above conventional manufacture methods, irregularity and distortion have 
arisen on the front face of the clear layer 3 . In the case of the primary fabrication which recognizes various existence, for example, 
carries out the laminating of the supporters 2 to the epidermis material 1, between the case where irregularity is in epidermis 
material 1 itself, and the injection-molding type, with which this primary Plastic solid is inserted for secondary forming, a crevice 
is required for the cause which this irregularity produces because of receipts ^d payments of a primary Plastic solid in order to 
obtain a predetermined injection pressure, and irregularity will produce it by this crevice. 

[0006] For this reason, in the former, after secondary forming, after canying out spray painting of a transparent urethane foam or 
the transparent acrylic resin to the front face of the clear layer 3 and drying it, **** which grinds a front face is performed. 
Moreover, this paint and pohsh are repeatedly performed until distortion of the front face of a secondaxy-forming object serves as 
a mirror plane used as zero. 

[0007] Thus, by the conventional manufacture method of repeating paint and polish and performing them, a routing increases, and 
while manufacture efficiency is bad, it has the problem from which a product serves as cost quantity. 
[0008] By being made in consideration of such a conventional trouble, and making troublesome paint and troublesome polish 
unnecessary, this invention can reduce the number of routings and aims at offering the manufacture method of a trim panel with 

possible this performing cost reduction, and a trim panel. 
[0009] 

[Means for Solving the Problem] In order to attain the above-mentioned purpose, the manufacture method of invention of a claim 
1 carries out injection molding of the transparent resin to the front face of epidermis material, makes it a primary Plastic solid, and 
is characterized by solidifying at the rear face of the aforementioned epidermis material in this primaiy Plastic solid in layers with 
inj ection molding, and forming rigid resin in it. 

[00 1 0] Invention of a claim 2 is the manufacture method of a trim panel according to claim 1 , and the aforementioned epidermis 
material is characterized by being a natural tree. 

[00 1 1 ] Invention of a claim 3 is the manufacture method of a trim panel according to claim 1 , and the aforementioned epidermis 
material is characterized by being cloth. 

[00 1 2] invention of a claim 4 ~ a claim 1 or a claim 3 — it is the manufacture method of a trim panel given in any they are, and 
the aforementioned rigid resin is characterized by being the synthetic resin which mixed the glass fiber etc. 
[0013] The trim panel of invention of a claim 5 is characterized by having epidermis material, the clear la3^er by which the 
laminating was carried out by canying out injection molding of the transparent resin to the front face of display material, and the 
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supporters by whom the laminating was done by canying out injection molding of the rigid resin to the rear face of the 
aforementioned epidermis material after this clear layer fabrication. 

[00 1 4] hivention of a claim 6 is a trim panel according to claim 5, and the aforementioned epidermis material is characterized by 
being a natural tree. 

[0015] Invention of a claim 7 is a trim panel according to claim 5, and the aforementioned epidermis material is characterized by 
being cloth. 

[00 1 6] invention of a claim 8 — a claim 5 or a claim 7 - it is a trim panel given in any they are, and the aforementioned rigid resin 

is characterized by being the synthetic resin which mixed the glass fiber etc. 

[0017] 

[Effect of the Invention] According to invention of a claim 1 , in the primary fabrication which carries out the laminating of the 
clear layer to the fi-ont face of epidermis material, epidermis material is in a state without irregularity, and, for this reason, neither 
irregularity nor distortion produces it in a clear layer. Therefore, since neither irregularity nor distortion is made in the clear layer 
of an epidermis material front face even if it carries out injection molding of the rigid resin to the rear face of epidermis material 
by subsequent secondary forming, the paint and polish for leveling the front face of a clear layer become unnecessary. Therefore, 
the number of processes can be cut down and cost reduction can be performed. 

[00 1 8] Accordiag to invention of a claim 2, a trim panel with the high-class feeling of a grain tone can be manufactured with the 
few number of processes. 

[00 1 9] By invention of a claim 3, a trim panel with soft familiarity of a cloth tone can be manufactured with the few number of 

processes. 

[0020] Since it considered as the synthetic resin which mixed the glass fiber etc. as rigid resin according to invention of a claim 4, 
the intensity of a trim panel is reinforced and it is distorted, and it is hard to produce distortion. 

[0021] In order according to invention of a claim 5 to inject a clear layer on the front face of epidermis material and to inject after 

that the supporters who become the rear face of epidermis material from rigid resin, it can consider as a clear layer without 

irregularity or distortion, and becomes the trim panel which can be manufactured with the few number of processes. 

[0022] According to invention of a claim 6, it becomes a trim panel with a high-class feeling for a grain tone. 

[0023] According to invention of a claim 7, for a cloth tone, it is soft and becomes a trim panel with familiarity. 

[0024] Since it considered as the synthetic resin which mixed the glass fiber etc. as rigid resin according to invention of a claim 8, 

the intensity of a trim panel is reinforced and it is distorted, and it is hard to produce distortion, 

[0025] 

[Embodiments of the Invention] Drawing 1 (a) - (c) shows the manufacturing process of the form of 1 operation of this invention, 
and drawing 2 (a) - (c) shows the cross section corresponding to (a) - (c) of drawing 1 . 

[0026] With the form of this operation, woody epidermis with a thickness of 0.2-0.3mm is produced, and slice processing of the 
natural tree which omitted illustration is carried out first, it considers [ the trim panel 1 1 of a grain tone is manufactured, and / this 
woody epidermis is pierced and processed ] as the epidermis material 12 with the predetermined appearance, and primary 
fabrication is performed after that. 

[0027] In primary fabrication, the laminating of the clear layer 13 is carried out to surface 12a of the epidermis material 12. For 
this reason, the epidermis material 12 is inserted to an injection-molding type so that the surface 12a may attend a cavity. And in 
the state of this insertion, a transparent resin is injected and hfurdened to a cavity and the laminating of the clear layer 13 is carried 
out to surface 12a of the epidermis material 12. 

[0028] According to the use of a trim panel, suitably, the thickness of the clear layer 13 is changed and, in the case of the switch 
panel of an automobile, a laminating is carried out to about 0.8mm. Moreover, acryhc resin, a polycarbonate, etc. can be used as a 
transparent resin. 

[0029] Primary Plastic sohd 14 shown by drawing 1 (b) and drawing 2 (b) by this fabrication is obtained. In this primary Plastic 
solid 14, since the laminating of the clear layer 13 is caixied out in the state where there is no irregularity in the front face of the 
epidermis material 1 2, it is lost that the irregularity of the clear layer 1 3 and distortion arise. 

[0030] Secondary forming which carries out the laminating of the supporters 15 is performed after the above primary fabrication. 
In secondary forming, primary Plastic solid 14 is inserted to the injection-molding type for secondary forming so that the rear face 
of the epidermis material 12 may attend a cavity. And it considers as the trim panel 1 1 which is the secondary-forming object with 
which the laminating of the supporters 1 5 was carried out to rear-face 1 2b of the epidermis material 1 2 by injecting and hardening 
the synthetic resin which mixed the glass fiber etc. in the cavity. 

[0031] It is suitably changed by the use of a trim panel like [supporters' 15 thickness ] the clear layer 13. As fiber mixed in rigid 
resin, a glass fiber, a potassium titanate, etc. can be used and ABS plastics (acrylonitrile-butylene-styrene resin) etc. can be used 
as a resin. 

[0032] The trim panel 1 1 manufactured as mentioned above can give a high-class feeling with a grain tone by attaching, or it uses 
for various kinds of members mentioned above so that the clear layer 1 3 might be located in a front-face side. 
[0033] Since neither the irregularity of the clear layer 13 nor distortion has arisen, it becomes unnecessary to paint and grind on 
the front face of the clear layer 13 in manufacture of such a gestalt of operation. For this reason, cost can be reduced while the 
number of manufacturing processes is reducible. 

[0034] In addition, it is also possible to use cloth as epidermis material 12 in this invention. When using cloth, it can manufacture 
according to the same process as ****, and since it can consider as the clear layer 1 3 which has neither irregularity nor distortion 
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by this, it can manufacture cheaply with the few number of processes. 

[0035] Since it becomes the soft feel of the cloth itself in using cloth, a trim panel with familiarity can be manufactured. 
Moreover, since coloring and printing of a picture are possible for cloth, it is also possible to be able to make a design arbitrary 
and to consider as a changeM trim panel. 


[Translation done.] 
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